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" Bricking charge: Add $1.50 per ton to treatment charge when any lot contains concentrates or fines of which 25 per cent, will pass through a screen with openings 1/4 in. square.
" Sampling: On lots under two tons, $3.00 per lot."
Taking these rates on this silicious ore, we find that the actual value of the metals in the ore is $06.30. The smelter deductions from this metal value amount to $18.03. There is a credit of $0.25 for the 5 per cent, iron, and a deduction of $7.00 for 70 per cent, insoluble. The quoted treatment charge is $1.30 per ton. Therefore the full smelting value of the ore in $00.93. It costs $8.00 per ton for freight and cartage to get this ore* to the smelter, to say nothing of sampling charges and expenses incidental thereto. Therefore the total expense and deductions for shipping this ore is not less than $34.93 per ton, although the nominal smelting charge is only $1.30.
Thin ore, which is typical of numerous deposits in the Western United States and in other countries, shows why many mines are unproductive and unprofitable, under existing conditions of smelting. The hope lies in the hydrometallurgical processes, and there should be no difficulty in treating this character of ore by a wet method, at a cost of not exceeding $5. to $(>. per ton, especially if there is cheap water-power available hi clone proximity to the mine.
Oxidized ores are beat adapted to any solvent process. It does not follow, however, that sulphide ores cannot be treated successfully or economically by wet methods. With the exception of certain chalcocite deponitH no pi-ocean has yet been made public which offers a probability of HueceBHfully treating sulphide ore without roasting. To decompose largo quantities of sulphide ore, as would be necessary in large installations, by chemical methods, is a serious undertaking.
Roasting is no longer the expensive operation it once was. A perfect roast is neither required nor desired in copper extraction by wet methods. A perfect elimination of the sulphur would be fatal to the HUceeHS of the operation. Roasting, for smelting work, is now regularly dono for 25 cents a ton of ore, and there is no reason why, in a fairly large installation, roasting for a solvent process should not be done for from 40 to 50 cents a ton under similar conditions. The question might then arise, if roasting is necessary, and fuel is required for roasting, why not smelt? Even assuming that roasting requires as much fuel an blast furnace smelting, the fact still remains that any available fuel may be used in roasting, while in smelting coke is desirable, even if not absolutely necessary. Furthermore, in smelting, fluxes have to be provided, and the copper matte produced is no more salable in the open market than a good quality of ore. If the ore is highly suited for smelting, it would be unwise to advocatesmelting on a small scale, or to highly ailiciouH ores have met with disastrous results. And there IB no lack of ore for small smelting installations if it could be successfullyring running; they are economical of labor,
